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(57)Abstract: 

PROBLEM TO BE SOLVED: To produce a coated molded 
article having uniform appearance quality. 
SOLUTION: In an in-mold coat molding method, (1) the 
injection of a coating agent is performed after the elapse of a 
time sufficient to solidify the surface of a thermoplastic resin 
molded product to a degree capable of withstanding the 
injection pressure and flowing pressure of the coating agent 
and (2) the injection time of the coating agent is set to 0.10- 
0.99 tl when the gelling time of the coating agent at the inner 
surface temp, of a mold is set to tl and (3) the time from the 
start of the injection of the coating agent to the completion of 
next mold claming is set to 0.20-1 .10 tl when the gelling time 
of the coating agent at the inner surface temp, of a mold is set 
totl. 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] Open the metal mold concerned at predetermined spacing after fabricating thermoplastics 
mold goods within metal mold, and between the front face of the obtained thermoplastics mold goods, 
and the cavity front face of the metal mold concerned Coating of the specified quantity is poured in with 
a coating impregnation machine. Again metal mold after the completion of impregnation of the coating 
concerned A mold clamp meal, In the covering shaping approach in metal mold which consists of really 
which was made to harden the coating concerned within the metal mold concerned, and the paint film 
stuck to the front face of the thermoplastics mold goods concerned manufacturing a Plastic solid (1) 
Impregnation of said coating is performed after the passage of time solidified to extent to which the 
front face of said thermoplastics mold goods can bear the transfer pressure and the fluid pressure of said 
coating, (2) When the gelation time [ in / for the impregnation time amount of said coating / the internal- 
surface temperature of said metal mold of said coating ] is set to tl, O.lOt l-0.99t should become within 
the limits of 1, (3) - said covering shaping approach in metal mold characterized by consisting of 
making 0.20t l-1.10t of time amount to completion of eye a mold clamp into within the limits of 1 again 
from said coating impregnation initiation when the gelation time in the internal-surface temperature of 
said metal mold of said coating is set to tl . [ and ] 

[Claim 2] The covering shaping approach in metal mold according to claim 1 which is what performs 
impregnation of said coating when said thermoplastics became below heat deflection temperature in the 
non-crystalline polymer, and when it becomes below crystallization temperature in crystalline polymer. 



[Translation done.] 
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DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] This invention relates to the covering shaping approach in metal mold (IMC 
may be called hereafter) which fabricates thermoplastics mold goods within a die and covers the front 
face of the obtained thermoplastics mold goods by pouring in coating within the die. 
[0002] 

[Description of the Prior Art] The covering shaping approach in metal mold is used for the purpose of 
upgrading on the front face of mold goods, and compaction of a painting process, and is widely used for 
the shell plate, exterior parts, etc. in the high automobile of whenever [ especially to an appearance and 
quality / demand ]. 

[0003] As such a covering shaping approach in metal mold, it is indicated in a USP No. 4,076,788 
official report, a USP No. 4,08 1 ,578 official report, a USP No. 4,33 1 ,735 official report, a USP No. 
4,366,109 official report, a USP No. 4,668,460 official report, JP,5-301251,A, JP,5-318527,A, JP,8- 
1421 19,A, etc., for example. 

[0004] the mold clamp pressure and coating transfer pressure at the time of pouring in coating between 
the internal surface of a die, and the obtained mold-goods front face after fabricating a synthetic-resin 
molding material within a die by the approach indicated by these patents official report, and metal mold 
- as for the convention of alienation, attention is hardly paid for a convention of the re-mold clamp 
completion stage after the coating impregnation time amount and coating impregnation of a certain 
thing. 

[0005] By the way, thermosetting coating in covering shaping in metal mold starts a hardening reaction 
the moment of being poured in into a mold, with the heat on the front face of metal mold, and the heat of 
a synthetic-resin molding material, and the rate of the hardening reaction is changed according to 
conditions, such as whenever [ temperature metallurgy mold temperature / of the class of coating, and a 
synthetic-resin molding material ]. 
[0006] 

[Problem(s) to be Solved by the Invention] For this reason, if coating impregnation time amount is short, 
the pigment in coating will dissociate or a weld line will occur. Conversely, if coating impregnation time 
amount is long, a fluidity falls with advance of the hardening reaction of coating, it will not be covered 
to the end of mold goods, or Siwa and a crack will occur in a paint film. Or if a re-mold clamp 
completion stage is late, a fluidity falls by gelation accompanying advance of a hardening reaction, it 
will not be covered to the end of mold goods, or coating will require a re-mold clamp pressure during 
gelation advance at coating, and Siwa and a crack will produce it in a hardening paint film. On the other 
hand, if a re-mold clamp completion stage is too early, the pigment in coating dissociates, or a weld line 
will occur and uniform appearance quality will not be acquired. Moreover, in existing mold goods, such 
as a rib and a boss, if a re-mold clamp pressure is not proper, it will be easy to generate faults, such as 
HIKE and a hump. 

[0007] especially, in IMC of thermoplastics, by IMC of thermoplastics, and IMC of thermosetting resin, 
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a setup of the process condition which makes good the appearance and adhesion reinforcement of a paint 
film is markedly alike, and difficult from the reasons of that die-temperature conditions are different, the 
hardening property hardened at low temperature rather than coating for thermosetting resin to coating 
used for IMC of thermoplastics being searched for rather than IMC of thermosetting resin. 
[0008] Moreover, the point that the conventional injection molding machine aims only at shaping of 
resin, do not become the design on condition of performing IMC, and the design which carries out 
position control of the control metallurgy mold of the mold locking force of metal mold to a precision 
and a high response is not made is also one reason for making IMC of thermoplastics difficult. That is, 
when the location of metal mold and mold locking force were not controlled by high response, it was 
very difficult for a part of coating which could not fully extend coating in the metal mold cavity after 
coating impregnation, or was poured in to carry out beginning hardening partially etc., and to obtain a 
uniform paint film. It was difficult for the control action of the conventional clamping pressure 
metallurgy mold location to control the hardening conditions of coating in the limitation using a late 
injection molding machine from these things, and the productivity of a thing was not necessarily good. 
[0009] Then, this invention makes it the technical problem to offer the covering shaping approach in 
metal mold that the mold goods with which prevention and high quality were covered in generating of 
Siwa, a crack, color nonuniformity, and a weld line in the hardening paint film are securable, in case 
coating is coated for thermoplastics mold goods on the surface of mold goods within the die after 
shaping within a die. 
[0010] 

[Means for Solving the Problem] In order to solve the above-mentioned technical problem, it sets to 
invention of the 1st of this invention. Open the metal mold concerned at predetermined spacing after 
fabricating thermoplastics mold goods within metal mold, and between the front face of the obtained 
thermoplastics mold goods, and the cavity front face of the metal mold concerned Coating of the 
specified quantity is poured in with a coating impregnation machine. Again metal mold after the 
completion of impregnation of the coating concerned A mold clamp meal, In the covering shaping 
approach in metal mold which consists of really which was made to harden the coating concerned within 
the metal mold concerned, and the paint film stuck to the front face of the thermoplastics mold goods 
concerned manufacturing a Plastic solid (1) Impregnation of said coating is performed after the passage 
of time solidified to extent to which the front face of said thermoplastics mold goods can bear the 
transfer pressure and the fluid pressure of said coating, (2) When the gelation time [ in / for the 
impregnation time amount of said coating / the internal-surface temperature of said metal mold of said 
coating ] is set to tl, 0.1 Ot l-0.99t should become within the limits of 1, (3) - when the gelation time in 
the internal-surface temperature of said metal mold of said coating is set to tl, time amount to 
completion (A point of drawing 3 ) of eye a mold clamp is again made into 0.20t thing for which 1-1 .10t 
is made into within the limits of 1 from said coating impregnation initiation. [ and ] 
[001 1] Moreover, in the 2nd invention which makes 1st invention a subject, when said thermoplastics 
became below heat deflection temperature in the non-crystalline polymer, and it became below 
crystallization temperature, it was made to perform impregnation of said coating by crystalline polymer. 
[0012] 

[Embodiment of the Invention] Below, the gestalt of operation of this invention is explained at a detail. 
[0013] In this invention within a die Namely, after fabricating thermoplastics mold goods, Coating is 
poured in into the die. Again metal mold after the completion of impregnation of coating A mold clamp 
meal, In case homogeneity is made to extend and harden coating within the die, coating is covered on 
the front face of thermoplastics mold goods by setting up the impregnation time amount of proper 
coating and re-mold clamp completion time amount according to the gelation time of coating so that it 
may become the paint film of uniform appearance quality. 

[0014] (Impregnation initiation stage of coating) Although the impregnation initiation stage of coating 
can be suitably chosen according to the class and process condition of a molding material, it is desirable 
to perform impregnation of said coating after the passage of time solidified to extent to which the front 
face of mold goods can bear the transfer pressure of coating, and a fluid pressure. In addition, the time of 
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the front face of mold goods solidifying to extent which can bear the transfer pressure of coating and a 
fluid pressure is a time of thermoplastics becoming below heat deflection temperature in a non- 
crystalline polymer, and is a time of becoming below crystallization temperature in crystalline polymer. 
Since change of the skin temperature of the mold goods at the time of shaping serves as a time function 
peculiar to each shaping, time amount until it becomes below heat deflection temperature or below 
crystallization temperature is beforehand checked for every shaping style, and it is simple to consider as 
the control which determines the impregnation initiation stage of coating by time amount. As shown as 
one example by the example mentioned later, the cooldown delay of thermoplastics mold goods can 
pour in coating after 20-second progress. 

[001 5] (Coating impregnation time amount) the time amount taken to pour in coating between the 
internal surface of a die, and the front face of the obtained mold goods again ~ 0.10tl-0.99tl - 0.2t 1- 
0.8t is preferably made into within the limits of 1 . In addition, if coating impregnation time amount is 
shorter than said range, pigment separation and generating of a weld line become remarkable, and it is 
not desirable on appearance quality. On the other hand, it becomes [ do not cover to the end of mold 
goods or ] easy to produce Siwa and a crack in a hardening paint film with advance of the hardening 
reaction of coating, and is not desirable if coating impregnation time amount is longer than said range. 
Here, "tl " is the gelation time of coating in the internal-surface temperature of the die in the side which 
covers coating on a mold-goods front face. The gelation time is defined as time amount which that 
coating stops flowing takes, and measures the gelation time in ICAM-1000 DIEREKUTORO meter 
(Micromet Instruments, product made from Inc.). 

[0016] (Re-mold clamp completion time amount) time amount after carrying out impregnation initiation 
of the coating into a cavity until it completes actuation of eye a re-mold clamp (A point of drawing 3 ) — 
0.20tl-1.10tl - 0.50t l-1.00t is preferably made into within the limits of 1. If time amount until it 
completes eye a re-mold clamp is earlier than said range, it will be easy to produce pigment separation 
of coating. Moreover, when a scale-like pigment like an aluminum flake is used/generating of a weld 
line becomes remarkable and it is not desirable on appearance quality. On the other hand, it becomes [ it 
is not covered to the end of mold goods, or ] easy to produce Siwa and a crack in a hardening paint film 
with advance of the hardening reaction of coating, and is not desirable if re-mold clamp completion time 
amount is later than said range, tl is the same as that of the above here. In addition, it is suitable for time 
amount until it starts [ mold clamp ] again after the completion of coating impregnation to O.OOt make 1- 
0.50t into within the limits of 1 . 

[0017] (Thermoplastics) In addition as thermoplastics used in this invention, thermoplastics, such as 
polyethylene, polypropylene, acrylonitrile-butadiene-styrene copolymer, a polycarbonate, a polyamide, 
polyethylene terephthalate, polybutylene terephthalate, and denaturation polyphenylene ether, or these 
alloy material, and the thing that blended the filler of the shape of fibrous or a scale with these further 
are mentioned. 

[0018] (Coating) Coating used in this invention is mentioned again as what has typical coating which 
could use various well-known coating for covering in a mold from the former, for example, was 
indicated by JP,54-36369,A, JP,54-139962,A, JP,55-6551 1,A, JP,57-140,A, JP,60-212467,A, JP,60- 
221437,A, JP, 1-229605, A, JP,5-70712,A, JP,5-148375,A, JP,6-107750,A, JP,8-1 13761,A, etc. 
[0019] The urethane acrylate oligomer which has at least two or more acrylate (meta) radicals in a 
suitable thing especially, Oligomer or its resin, such as epoxy acrylate oligomer, Or 20 - 70 % of the 
weight of unsaturated polyester resins, methyl (meta) acrylate, Ethyl (meta) acrylate, propyl (meta) 
acrylate, butyl (meta) acrylate, 2-ethylhexyl (meta) acrylate, an acrylic acid (meta), vinyl acetate, It is 
coating which consists of a vehicle component, a pigment, a polymerization initiator, etc. which consist 
of 80 - 30 % of the weight of ethylene nature partial saturation monomers of tripropylene glycol 
diacrylate, styrene, etc. which can be copolymerized. Moreover, 2 liquid type coating which mixes base 
resin/curing agent is also applicable just before the impregnation in a mold of an epoxy resin / 
polyamine hardening system, a polyol resin / poly isocyanate hardening system, etc., etc. 
[0020] (Die-temperature conditions) On the other hand, it is a base that the die-temperature conditions 
applied in operation of the covering shaping approach in metal mold of this invention are suitably 
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chosen according to the class and mold goods of a molding material and coating which are used in 
consideration of the surface solidification time amount of the mold goods explained below and the 
setting time of coating. As mentioned above, it is the indispensable condition of coating impregnation 
that the front face of mold goods is solidified by the transfer pressure of coating and extent to which 
flow resistance can be borne, and when a die temperature is too high, there is a problem that the time 
amount taken for the front face of mold goods to solidify becomes long, and a molding cycle becomes 
long. On the other hand, when a die temperature is too low, there is a problem that the setting time of 
poured-in coating becomes long, or hardening becomes imperfect. As for the die temperature from 
which the balance of the surface solidification time amount of mold goods and the setting time of 
coating becomes suitable, it is common to become in the temperature requirement according to the class 
of each molding material as a result, and, as for the die-temperature conditions over various molding 
materials, it is desirable to choose from the inside of the metal mold temperature requirement shown in 
the following table 1. 
[0021] 
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[0022] Hereafter, the example of this invention is explained to a detail based on a drawing. It is a flow 
chart in the case of performing shaping shown in examples 1 and 2 using the covering shaping 
equipment in metal mold which each of drawing 1 - drawing 3 requires for the example of this 
invention, and shows drawing 1 in the whole covering shaping equipment block diagram in metal mold, 
and shows drawing 2 to drawing 1 . Drawing 3 is drawing showing the sequence of the mold clamp 
mold aperture in the case of performing shaping shown in examples 1 and 2 using the covering shaping 
equipment in metal mold shown in drawing 1 . 

[0023] As shown in drawing 1 , the covering shaping equipment 100 in metal mold in this invention 
consists of mold clamp equipment 10, injection equipment 20, a control unit 30, and metal mold 
equipment 50, when a general-purpose toggle type injection molding machine is used for and divided 
roughly. 

[0024] Mold clamp equipment 10 consists of the movable head 12 which is equipped with the stationary 
platen 1 1 and the movable head 12 furnished with metal mold equipment 50, and is guided at a tie rod 
14, and is **(ed) by the mold clamp cylinder 13 approximately countering stationary platen 11, and 
moving so that metal mold equipment 50 may be opened and closed. 

[0025] Along with the inner skin of the cylinder-like barrel 22, a rotation drive is carried out by the oil 
pressure monitor 23, and the screw 21 which has the spiral-like flight section is arranged free [ order 
** ] by injection equipment 20. The resin pellet which was supplied in the hopper 25 with rotation of a 
screw 21 and which is a synthetic-resin molding material is sent ahead of a screw 21, and a resin pellet 
fuses it by receiving the loieading operation by screw rotation while it receives heating at the heater 
(illustration abbreviation) attached in the peripheral face of a barrel 22 in the meantime. 
[0026] When the amount to which the amount of the melting resin sent ahead of the screw 21 was set 
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beforehand is reached, while stopping the rotation drive of a hydraulic motor 23, the melting resin stored 
ahead [ screw 21 ] is injected into the metal mold cavity 53 of metal mold equipment 50 via a nozzle 26 
by driving the injection cylinder 24 and advancing a screw 21. 

[0027] Metal mold equipment 50 is equipped with the fixed metal mold 51 attached in said stationary 
platen 1 1 , and the movable die 52 attached in said movable head 12, and the temperature sensor 54 
which detects the skin temperature of the coating impregnation machine 55 which pours in coating into 
the metal mold cavity 53, and metal mold cavity 53 inferior-conjunction Naruki fat mold goods is 
arranged by the movable die 52. 

[0028] Next, the configuration of a control unit 30 is described. Although the control unit 30 is equipped 
with the shaping device control section 31 which actuation of mold clamp equipment 10 and actuation 
of injection equipment 20 are interlocked, and summarizes and controls the whole system of a control 
unit 30, and the injection control section 38 which controls actuation of injection equipment 20 as shown 
in drawing 1 , both [ these ] the control sections 31 and 38 have the same control function as the control 
section in the usual injection molding machine. It has the impregnation mechanism section 35 which, on 
the other hand, controls actuation of the coating impregnation machine 55 in response to a process 
condition data signal from the mold clamp conditioning section 32 as a control section which has the 
control function of covering shaping equipment 100 in metal mold proper, and the mold clamp control 
section 33 which similarly controls actuation of mold clamp equipment 10 in response to a process 
condition data signal from the mold clamp conditioning section 32. 

[0029] Each process condition of the injection rate of the closing motion rate of mold clamp equipment 
10, timing of operation, the amount of die opening, the mold clamp force, and the coating impregnation 
machine 55, grouting velocity, impregnation timing, and transfer pressure is set to said mold clamp 
conditioning section 32. From said mold clamp conditioning section 32, a process condition data signal 
is sent to said impregnation mechanism section 35 at said mold clamp control section 33 about the 
process condition concerning delivery, the closing motion rate of mold clamp equipment 10, timing of 
operation, the amount of die opening, and the mold clamp force in process condition data about the 
process condition about the injection rate, the grouting velocity, impregnation timing, and transfer 
pressure of the coating impregnation machine 55. 

[0030] Next, the covering shaping equipment 100 in metal mold which has the control unit 30 
constituted as mentioned above explains an example of the activity at the time of performing covering 
shaping in metal mold. 

[0031] Carrying out feedback control with the control signal and the servo valve 15 for [ mold clamp ] 
which are sent from the mold clamp control section 33, a movable die 12 is advanced from the limit 
position of a mold aperture in the mold clamp cylinder 13, and the fixed metal mold 1 1 is made to touch 
according to the mold closing rate pattern set as the mold clamp conditioning section 32. Carrying out 
feedback control with the control signal and the servo valve 1 5 for [ mold clamp ] which are 
succeedingly sent from the mold clamp control section 33, according to the mold clamp force pattern set 
as the mold clamp conditioning section 32, a movable die 12 is further advanced in the mold clamp 
cylinder 13, a tie rod 14 is lengthened, and the predetermined mold clamp force is made to act on metal 
mold equipment 50. In the predetermined timing of operation under such mold clamp equipment 10 
actuation, if a screw 21 is advanced in the injection cylinder 24, controlling the opening of the servo 
valve 27 for injection by the control signal sent from the injection control section 38, the melting resin 
currently stored ahead of the screw 21 will be injected in the metal mold cavity 53 via a nozzle 26, and 
synthetic-resin mold goods will be fabricated. In addition, a mutual timing signal of operation is 
delivered and received by the shaping device control section 3 1 so that mold clamp equipment 1 0 
actuation and injection equipment 20 may interlock. 

[0032] Next, carrying out feedback control with the control signal and the servo valve 15 for [ mold 
clamp ] which a movable die 12 is retreated in the mold clamp cylinder 13, and are sent from the mold 
clamp control section 33 After giving the amount of die opening set as the mold clamp conditioning 
section 32 and preparing a clearance between the front face of synthetic-resin mold goods, and the 53rd 
page of a metal mold cavity, According to the injection rate of the coating impregnation machine 55 set 
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as the mold clamp conditioning section 32, grouting velocity, impregnation timing, and transfer 
pressure, the coating impregnation machine 55 is driven with the control signal sent from the 
impregnation mechanism section 35, and coating is poured in into the metal mold cavity 53. 
[0033] Then, the completion signal of impregnation sent from the impregnation mechanism section 35 is 
received, carrying out feedback control with the control signal and the servo valve 15 for [ mold clamp ] 
which are sent from the mold clamp control section 33, a movable die 12 is again advanced in the mold 
clamp cylinder 13, and the mold clamp timing, the amount pattern of die opening, and mold clamp force 
time amount pattern which were set as the mold clamp conditioning section 32 are performed. While 
making coating poured in by carrying out like this die and cross to all the front faces of synthetic-resin 
mold goods, the process condition optimal for the appearance quality of a paint film is given. 
[0034] After it, carrying out feedback control with the control signal and the servo valve 15 for [ mold 
clamp ] which are sent from the mold clamp control section 33, according to the timing of operation and 
the mold aperture rate pattern which were set as the mold clamp conditioning section 32, a movable die 
12 is retreated to the limit position of a mold aperture in the mold clamp cylinder 13, mold goods are 
really [ covering ] picked out from metal mold equipment 50, and shaping SAKUIRU is completed. 
Although the injection molding machine of the toggle scheme bundle which made the oil hydraulic 
cylinder the mold clamp force generation source was used in this example, the injection molding 
machine of the toggle scheme bundle which generates the mold clamp force using a servo motor and a 
ball screw instead of an oil hydraulic cylinder may be used. 
[0035] 

[Example] Although an example is given and this invention is further explained to a detail, this 
invention does not limit the range at all according to these examples. 

[0036] Injection molding of the heat-resistant ABS plastics (trade name by the Ube sycon company 
"Cycolac MX40") was carried out having used the metal mold of [example 1] 300mm long, the side of 
210mm, a depth of 50mm, and the SHIEA edge structure where a thickness 3mm box-like product is 
obtained, and having applied the mold clamp force of 1 9600MPa(s) (200t) first. The resin temperature at 
this time was 250 degrees C, and the die temperature was 90 degrees C. The cooldown delay of this 
resin shaping was taken for 20 seconds. At this time, resin mold-goods skin temperature was about 100 
degrees C. Then, metal mold was opened 1 .5mm and 12 cc of 90-degree C coating A for gelation-time 7 
seconds of a publication was poured into Table 2 under 1 1.8MPa(s) (120 kgf/cm2). The time amount 
which impregnation of coating took was 2.5 seconds. Eye an after [ of the completion of coating 
impregnation / 0.1 seconds ] re-mold clamp was started, and over 1 second, to 1960MPa(s) (20t), a mold 
clamp meal and after holding for 120 seconds, metal mold was opened, and mold goods were taken out. 
The hardened paint film with a thickness of about 100 micrometers was formed in the whole surface at 
mold goods, and they were uniform covering mold goods without color nonuniformity, Siwa, a crack, 
etc. 

[0037] Injection molding of the polyamide resin (trade name by Ube Industries, Ltd. "UBE nylon 
PA1013B") was carried out having used the metal mold used in the [example 2] example 1, and having 
applied the mold clamp force of 29400MPa(s) (300t) first like the example 1 . The resin temperature at 
this time was 250 degrees C, and the die temperature was 120 degrees C. The cooldown delay of this 
resin shaping was taken for 20 seconds. At this time, resin mold-goods skin temperature was about 140 
degrees C. Then, metal mold was opened 1 .5mm and 12 cc of coating B for gelation-time 8 seconds 
given in Table 2 at the time of 120 degrees C was poured in under 10.8MPa(s) (110 kgf/cm2). The time 
amount which impregnation of coating took was 2 seconds. Eye an after [ of the completion of coating 
impregnation / 3 seconds ] re-mold clamp was started, and over about 3 seconds, to 1960MPa(s) (20t), a 
mold clamp meal and after holding for 120 seconds, metal mold was opened, and mold goods were 
taken out. The hardened paint film with a thickness of about 1 00 micrometers was formed in the whole 
surface at mold goods, and they were uniform covering mold goods without the weld of an aluminum 
pigment, orientation nonuniformity, Siwa, and a crack. 

[0038] Time amount from re-mold clamp initiation to completion was made into 5.5 seconds after the 
completion of coating impregnation using the same metal mold as the [example 1 of comparison] 
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example 1, shaping resin, and coating. It carried out on the same conditions as an example 1 except it. In 
the obtained covering mold goods, the color nonuniformity of the shape of Siwa and ******** occurred 
in accordance with the flow of coating, and uniform covering mold goods were not obtained. 
[0039] Time amount which impregnation of coating took was made into 0.5 seconds using the same 
metal mold as the [example 2 of comparison] example 2, shaping resin, and coating. It carried out on the 
same conditions as an example 2 except it. In the obtained covering mold goods, the weld line and color 
nonuniformity by combination of an aluminum pigment occurred, and uniform covering mold goods 
were not obtained. 
[0040] 
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[0041] 

[Effect of the Invention] Since the covering shaping approach in a mold of this invention performs 
coating impregnation time amount and time amount from coating impregnation initiation to re-mold 
clamp completion under conditions predetermined [ according to the gelation time of coating ], it can 
manufacture the covering mold goods of the uniform appearance quality which does not have pigment 
separation, a weld line, Siwa, a crack, etc. in a hardening paint film. 



[Translation done.] 
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* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] It is the whole covering shaping equipment block diagram in metal mold concerning the 
example of this invention. 

[Drawing 2] It is a flow chart in the case of performing shaping described in examples 1 and 2 using the 
covering shaping equipment in metal mold shown in drawing 1 . 

[Drawing 3] It is drawing showing the sequence of the mold clamp mold aperture in the case of 
performing shaping shown in examples 1 and 2 using the covering shaping equipment in metal mold 
shown in drawing 1 . 
[Description of Notations] 

1 0 Mold Clamp Equipment 

1 1 Stationary Platen 

12 Movable Head 

1 3 Mold Clamp Cylinder 

14 Tie Rod 

15 Servo Valve for [ Mold Clamp ] 

16 Stroke Sensor 

1 7 The Amount Sensor of Die Opening 

1 8 Mold Clamp Force Sensor 

20 Injection Equipment 

21 Screw 

22 Barrel 

23 Hydraulic Motor. 

24 Injection Cylinder 

25 Hopper 

26 Nozzle 

27 Servo Valve for Injection 

30 Control Unit 

31 Shaping Device Control Section 

32 Mold Clamp Conditioning Section 

33 Mold Clamp Control Section 

35 Impregnation Mechanism Section 
38 Injection Control Section 

50 Metal Mold Equipment 

51 Fixed Metal Mold 

52 Movable Die 

53 Metal Mold Cavity 

54 Temperature Sensor 

55 Coating Impregnation Machine 
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100 Covering Shaping Equipment in Metal Mold 
A It is a point completing [ mold clamp ] again. 



[Translation done.] 



http://www4.ipdl.jpo.go.jp/cgi-bin/tran web_cgi_ejje 



5/4/2004 



(19)B*Hfcttff (J P) 02) & H & $g (A) (11>*INW&IHN» 

^^2001-96573 
(P2001-96573A) 
(43)i«BB ¥fiS13*P 4 E10 0(2001.4.10) 



(5i)inta T mmn fi t-?3-f*(##) 

B2 9C 45/16 B2 9C 45/16 4F2 0 6 



(21)HJH#ft 


*SK2000-225580(P2000-225580) 


(71)ttiEA 


000003322 








*B*&*«*5££tt 


(22) WHS 


¥dE12^ 7 26 B (2000. 7. 26) 




ARl^RmftBWAifceTB 1S124 


(31)«fttfc&g&t 


*JK¥11 -212097 


(71) USA 


000000206 


(32)«5fcB 


¥«11^7H27B(1999.7.27) 






(33)«5Hfc£®H 


B* (JP) 




iUDj&^Tfc*??/.hetn978#tt©96 






(72)»#& 


*8 mm 








»ffl»/J^=^«8^15/R878#ffi * 














(74)ftSA 


100065385 








#S± lUT tt¥ 











(54) [|6M©*#] &Sfc««f3»6affc 



(57) [gft] <HteJ£3B8& »S9JaA« 

iklt^t. 0. 10t,~0. 99ti<D&Hl*]fc 

tchko iz-t h z t , fcii/ ( 3 ) f5ie«:ga , J<7>iirf£& 
ia£o. 2ot!~i. i ot^mmfit-th. 







1 




7v7 



(2) H32 001-96573 (P2001-96 5JL 



m#** Lfc-*«3»*fciBfti-* i t ana 

( 1 ) wsmmicom^t . in^TOtttt»fi&Aa 

S*fcfflflrt"*"*IBaB3ittfc:fT3 c t . 

( 2 ) frE«8B?Jo&Ai$ia£. flriefcSflJ^iirie&a 

o. iot,~o. 9 9t,«>8iirti:a:*j:3Jc*-s;r 

J®W*O^74WlSia^0. 2 0t,~l. 10t, 
[000 1] 

mti&mmmfmijm (ot. i mc tm-i z t 
izm-rz. 

[0002] 

[00 03] Z<r)£oKc£WmW&MlTmb LTJi. 
ffljitf, USP4, 076. 788^&$L USP4, 
081, 5 7 8#&$B. USP4. 33 1, 7 3 5#& 
$8, USP4. 366, 109-t^. USP4. 66 
8. 4 6 0#&I8. #^5-301 25 l#^f8, 1* 
HHF5-3 185 27^4MB. ttBl¥8-14 2 1 19 

[0004] i<i^«mMBte»s*iTv^*jfef 
9mt Mtuzitwatmk nmzmtmz&xtm 



1000 5] tzbx\ &mmmmi,z&vhmtiL 

[0006] 

t&BJja^&Lidfc-f&fSS] C*>fc*>. WBH&A 
Jfi3WW)5tiJ|*'CWIS*i«n&»-3 0 . mSUZis?*?? 

[0007] Wc. flPTOttfflea I MCKfclvCUL 
Jjfc^BttBSBKO I MC fcS*«fctt«IIg<0'I MCfc-Clifc 
S8L*£frj&MB»f S ^ k . ftWR-BHaHHIIIKO I MC 

jftftoRjg*. wsmmtv i mc j; o bttRepn 

[ o o o 8 ] tits &*mi*ifSLmmi®tizcr>m<7)z. 
zmikLTn*). imamzktimkLizm 

SittSBicO I MC$rBS^rt><Oi:-r&-owaEbfc^o 

*tT<MzmfZZk1fi?Z-r. WL^\i&kLfcWZ 
^Sifc^fl^TSi-Cftofe. ZtlhnZkfrb. ft 

[0009] *^T\ *WWi. »^I^tt^Bi)«»fpSr 

?yv7* ">x/>/H 5^X0^45: Kit, 

mtmt bZkZWMk LTV^i.. 



(3) ^2 001-96573 (P2001-96 5JL 



10010] 

msnmsteim®. %%&M*mjmmz®^x . *§ 

-f^BtO^c, »^J&A®C<fc9E)f5ao}»J£ 
SAU £ra9fflag^7ft(c&£*?f«£IStf> 

?hzkfre,%z>&mmwmm;izi5^x . ( i > 

«E«aBWoa7JBE**J ilfa«iflE*K:Bi o hUSLiz 

mitt h mmcm^mzfT ozt. < 2 ) miesss'J^ 
*y/m»ia* t , fc i,**^ 0 . 1 0 1 ,~o . 9 

9t,oKfflrti:^l.J:^lc-rs^t, fcitf (3) m 

tmmM<r>mi&mmmiMjg.izMi2>yji>imm 

<9SS7 (H3tf>A;£) 4TOB5I§£0. 2 0t,-l. 
1 Ot l e)mmfib?Z>ZbbLX^&. 

too 1 1 ] mi<7M*j&±#b?im2<?>%B% 

fcfcvvCli. fliriB»3SijO&A$\ MK«rSiteSIIIia s 

mmmmx^^immTiz^tcm^.^0 «t 3 

[00 12] 

[0013] WJHcfcvvai, j&BSrtK 

[0014] (ttSRijcoaAum^) wmn&xm 

ti&fMli. ffiffit®nffl$. 1! ?f$M&mzJZtXmg.MiR 
ThZ. btfX%hi)K m&<r>mf)Wmi<7)&XE. 

&crmwtf. mwm<o&7&jj, mn±Jiizmioin 
aaoBauwaTc* 0 , &m®&x'\ii& 



oiz. a^wmmmw#m*im i 2owg&iki<z 
&mt&x-thzbti<x'$h. 

[0015] (WBH&Attn) *fc, 

o^n® t & & ft&jfi$Ao*iB k oiacixA-r * 

Wth^SltO- lOt^O. 9 9t,. $f4L<te 
0. 2t!~0. 8t,OJEHl*lfri.. ®mi& 
AfflSbPffiGKffliJ: 0 i>m*b . Bfi»«^">x^K9 
4y£D&£tf^g2:$r9. *HttMt-Uff*L<$rv*. - 
2u aSlffJaA^WfiiSeHJ: •) . &S8>JO 

T«F4L<&V\ I if, rt, j 14. mstgmiztii 

mizwm-t mizh &fm§KwH$kwm.izm& . 

Si L^: 4 T^S1-?.Bf^t LT^^iiSt^T' 
ftO, y/W-fbfifraiil CAM-l OOOf'fXV^hn 
^-^-(Micromet Instrument 
s, Inc.R) lZXm%.Ltii>?)X'S>h. 

[0016] (ssBSft^7B#s ) wm\*** t'f 4 

•tl.4T*<0^{i, 0. 20t,-l. lot,, if 
4L<tiO. 50t,~l. 0 OtjOKffll^k -fl>. H 

m#>z<%7-rnx'mmtfmi&mii 0 t^nt . 
i»»oWI«l«fetW^ 4fc. 7*$7U-7 

0«^Sgn-^SS5rffiffl Yv-i V<r&. 
fkm&b**). mMtJb#*L<*v\ 

mmmizisv*?? ? 7 7 £± t^t<^->tz outs 

4L<&v\ iiTt^ttWEkRHrcft*. » 

sffjaA^T^. n&mmibmitk-tztx'cnmmt. 

0. 0 0t,-0. 5 0t,<7)ffiHrti:-ri.<7)* { if®-C*J> 

[0017] (mm&mm) xmtza^xm 

mZtih&°IWi®tisbLX\t. *'JifU^, ^'JT 

[0018] (tSWB) *»9iK:«^TftWS^ 

fflt'^. WxJi', ^(S54-3 636 9^$g. 
HS54-1 399 6 2^58, #^5 5-6 55 1 1 
^^ffl. mm 5 7-14 0^«. ^gPP@ 60-21 
24 6 7^$8. ^CS6 0-2 2 1437^18. » 
IS¥l-2 2 96 0 5^&$8. ^¥5-7 07 1 2^ 
4MB. ^¥5-1 4 83 7 t#ga¥6- 1 0 

7 7 5 0^18. ^¥8 - 1 1 3 7 6 1 ^4MWK:IE 



(4) SS2 001-96573 (P2001-96 5JL 



[0019] WriBttrtOfctt. ^=Sr< b t 2fflJ2LL 

H2 0~7 0afi%t^^l' 77UU-K X 

77'JU-K rnt;l/ 7?yu 
-h, ^f-zM;**) 2-xf-;UA.^f>- 
/M**) 77UI/-K 7?y/HL »»t 

^/k huroe^y^'j3-;Px7^uu-h, x^ 
u y& fc'^a^fig^x^ p ytt^iwre y-7- 8 o 

7 5 VTOR, * 'J *-/HSM/!lf 'J 4 V 3^7*- 
2^&S#li>®JM8T-J> b . 

[0020] (^Sias^fr ) *JWi*>*Srttt 



[002 1] 
[HI] 



i£ Jg 






60- 80r 




8 0-1 1 Or 




8 0-1 00r 




1 i o-i 4 or 


#'J7SWII 


i i o-i 4 or 




1 0 0-1 3 OT; 




ioo-i 3 or 


att* «j 7 x r. v >x-r-)wm 


i o o-i 3 or 



[0022] HiBtS-^OT**W)jatMtB 

$ o . 01 li^mmmsmv&tbffifsm. n 2 & 
® i &Mi*ii!8&£^s£ jbv >t hjiwi k 2 k 

1a 1 c ^^1* wbsjeks* jb v it mm 1.2c 

•f[2T'S>&. 

[ 0 0 2 3 ] 0 1 (CSS* J: 3 fc, *fWIfc:*«t**fflrt 
&S)£ft^El 0 0(i. ^Oh^/lo$St£fcj&B1$£*iJ 

ffl itz tor* 0 . twm>sm lot. was 
ass2 0 1 . f]«igS3 0 fc . &mm. 5 0 1: -causa 

[00 24]S8*'>gSl0ti, ^SSESOfclXOtf 
JtSS^Sl lfcit^JBl&l 2£fi|;c.T*5D. ?4 a 

aisiii^nwii 2#@£si lfcWisjLTitii-rsi 

tX\ *fi8W5 0*IMW4J:3fc«Wt3*lTV**. 
[0025] Stit}^S2 0 fcli, X^M 9A4W)7 9 -f 
hS**T 'J a 2 l*»R©tt<0^'WP2 20rtE 



•C*-yA-2 5rttfit^$^. &JftHUSl£&HflT'&6 
©SI^L' 7 Hi^^ »J a 2 1 OKr^jS'ofl.. 
AU;l/2 20?^ffitcK , )#tt'?>itTV^t-^ (S^ 
B&) CJ:*lieftS:»t«fc*fc:. UaHMEfcifca 

[ 0 0 2 6 ] X? «J a 2 1 <0IW^^il^SUffiBiO 
JK0^^S$^ft(^t^^t14ff^-^ 2 30 
ISW0!HBSrff±-r4i:«t:. >^ 2 4 5:1816 L 

WJ*2 l5-B?ii$-ti-i»it(cJ;0. x^y*2 1 
Itfrtcfi?*. ^it/cSlS!©BI{iy X;l/2 6 5rg* LT^S 
SIS 5 0 O&S* a- t 'r -f 5 3 ^Stffit S «t 3 (c$r -5 

[0027] ^es5 0(cii, lates^aii i^ko 

WtA>ill>li^^S5 1 tfHenTBSl 2KJR9tttt^ 
^|,^I!)^S5 2*5(1^. ^ixTfeO. -5186^5 2^ 

mw?te&m**tT< 5 3F*ncaA-ri»agwiaA« 

5 5fc«klX^S=Jr^fr^ 5 3|<MttttJft£AO*IB 



(5) 001-96573 (P2001-96 5JL 



iaSfcftfcB-f SiSS-fe V<t 5 4 iffl&ZixX \^ . 
[ 0 0 2 8 ] mz. ffiffgl 3 OOfilJfcfcoivt^ 

h. auss*-*^. fimsraocu. aim 

1 0<r)®ftt%&%M.2 0<OS)^$riii!)$^JWS13 
1 k . SttUSIg2 0ttlMtelMOT£ltIiilt(Mt*3 8 k 

iffitbtix^&tf. ziit>mKvmsi, 3 stiffly 
<m^mmzii\ihm i mtmnm\wmk^ lx 

fe#t*IH»»fc l/C. I»WWH»g*3 2*»4>J*» 
-f £&A1&#J»S? 3 5 k . H t < 3 2 . 

t«ai-rsaaw>iiw»3 3 timt mvo**. 

[0029] t(ii£S«ftf)^#i5SS53 2 Mi. 
SI OOBBBSSg. ttfcM 5^. £HUL 

fcjtf&g#j^t85 5?)&AM. aA&jg. &a;m 

fcj&frRj£»3 2*»£>tt. ttflBn&A«5 5<Di£AS. 
&Ai&g. i^*>f S^tsitfaAEatcWtSJiaB 

rm. w.mm&i onmmwK. wit* 4 s^. 

[ 0 0 3 0 ] <W=. JblEWi 3 fc1»SS*ifcW*8SB3 
[0031] £ttti>Hffffi3 3*&|fta&l6mMI* 

iwmtbmy-xw/ 1 5 (C J: o y < - Y*n9im 

Steffi wm>&mg& 3 2 tsbe s tu&m ta 
%.'*?->izt&-?x. mm^uy^i 3iz£<r*iw& 
mi2&wmz<n®®m^tiim,zikxwte&mi ic 

3l*«*a«)l!«i3 336»6fWtS<l 
fcMM»fcfitt»JBl^jK''to'7* 1 5 J: 0 7 4 - H 

i&mww-yk&ix* mth^vyyi 3izx 

1 2 5r $ tCBiijt StfT * 4 o -y H 1 4 Srf* 
tf L»Jg<^aift A 5 0 fcfMJ . d tf> 

BUT. IM:ilflS3 8fr69MSfttMIPfi-9£J:9 

'J>^24tC«tO^^"JA2 lS:KfJtS*l)k. X?'J 
a 2 l wwrctfi fe*iT v^jmtl)UiyX;i'2 6 1 

fri*. S«^iSl 0tbtfk8*ti}i£ 
«2 0fcjMHW*J:3fc, j£JB£®BH8S?3 lfci-o 

■cuEwmw-f s.yfm^z&skthmztdX^ 
h. 

[0032] mz, m*>i'V>yi 3iz£w®&m 



1 2£8BS$-li\ S8tf>£]ffl!S!3 3*»£>?&fl$iX&$ilffll 
<i-f kSJSftffl-t-^^T' 1 5 i 0 7 -f - FA'.y ? 

«m u=ar** . m#>$img.& 3 2 (ess sn^sn 
&i$tx$mmm&*>$mb&m**tT< 5 3 

1BfcalII£MNI*ftltfcflL S«46^fr^a53 2C^ 
«3ftfc«WWifcA«5 5*>aA*. &A>SJ£. &A? 

l003 3]gSwt. ^«WJ«W3 5fr«HIS*l* 

®\m> 3 %tw&*>m-*' < >i\'7 1 5 izx 0 7 ^ - h^- 

-/^{BWJJL^t, S8tf>x'jy^l 3lc«t O^IBl^S 
1 2£j|gfmS-£s a»^^frl^g?3 2tci^$fl 

ra^-^SrHft^-ti-'S.. ^5-rS^klciO. SEA? 

k*ic. ^K^hfifllfCk ^Tfta^B^^$r4i 

[0034] *<n<r>h. mmmmu3 3t-^mf\. 
A-. y ^««p l^'^. sfis^^issa53 2 icRjesfi 

rt^'J^^l 3Ci:0^"li)^Ml 2 5rS^#ORR(4«^ 

Lx&m?4)i>tf%-T-t&. xmmwx'te. »e^u 
mmm^tzi)K im^vyr-coKh'oizy—x*:- 

[0035] 

[isttM] ^mzmfx*mzmtzmtzmfri 

[0036] [StttMl] 163 0 0mm. fi|21 Om 
m. ai§5 0mm. Jf $ SmmOSffi^COgfl^^nS 
vx7-X.y>^8£<0&a$:«t\ Jfl9600MP 
a ( 2 0 0 t ) tWtTiHftA B S^BI 

as-t-fa^ttWBift* rt'(377?MX4 0j ) SrSt 

ajfiSjeujt. imoffiBgias»i2 5ox:. ^siasti 

9 0*CT'J>-o^. £Ott»*»^H»anOTfc2 0iMX-j 

tz.znt zoitiiim&mmisjgim 1 0 om^ 

fc. ^SSrl. 5mmra#. »2fcEtt0)9O 

•C<oy/U'fkB*ra7#(7)agK'jA$: l l . 8M P a ( 1 2 
Okgf/cm! ) cOTTl 2c ciiALfc. &Wtt<V 
itAtc® L ^^Sti 2 . 5 #T**> o £ . &£S<]&ASrr 

o . i mtmm*>zfflh t . 1 1 9 6 0 m p 

a ( 2 0 1 ) 4TSW»U, 1 2 OgflOftttLfcttC* 

.*<?i ooMtnvm.itzimtfB&.ztixti'o. fe^ 



(6) 001-96573 (P2001-96 5JL 



[00 37] [106012] 5mm?ttJfllfc££*fl! 
K HiSMl t|5iaitC^r2 94 0 0MPa (3 0 0 

t ) <osj$^$r^ttT--K'jrs i« (¥%mmtm 

CUBE-f-f o>PAl 0 1 3Bj ) £Sti£j£Jg 
Ltz. Z(r>$f<n®$k&mi2 5 or. 12 0. 

ClOt &ttMM3IMli&fi&Ktttt 1 4 OICY&ofc. * 
&S£1. 5mm^, §s2l£»<7)l 2 0"COB$ 
oy/Mt:^ra8#c7)»SS']B £10. 8MPa(110 
kgf/cn' ) OTT-1 2ccftAU. ffigM<?)& 

xizm uztitmu 2 ®vh -> tz . sssjaA^T 3 mk 

WW®frZmtitL. mm^Xl 9 6 0MPa (20 
t ) *-CIB»fcU 1 2O^0«^UcmH^SiJr^v^ 

Tm&zmmbfz. ms,izit±mizm^i 00 



B&X'$>->tz. 

[0038] ummnmsmitm-<r>&m. m 
mmtixvwsmzmw aaBffl&Asrra. mm 
mm>t>&7ix'<rmmt5. 58* us. wmh 
jatMikH-fttttrffote. nhtvtzwssmshiz 
a. tm8\vffixtz®-oXi''7i5£ifm^-rtKco&j* 

[0039] iwm2] m&M2tm-p>&m. m 

0. 5»kUfc. *<iiaW4iaiS0!2fcfSH*ftfc:TfT 

& ^x/U yfcJ: L . 

[0040] 
[£2] 

(**'«) 





A 


B 


C 


D 




10.0 




16.0 




*\r9>7 9*)U-h*'}zf-7- (2) 




55.0 




54.0 




20.0 




16.0 








45.0 




36.0 




24.0 




22.0 






45.0 




45.0 




TfrimK <¥*5£H4£3 O^im) 




3.0 














8.0 




0.5 


1.0 


0.5 


0.8 


f-^ kT^ 2 9 2 




1.0 






^*e>i 1 30 




0.5 








0.5 


0.5 


0.1 


0.2 


t - T*- a-- h 


0.5 




1.5 


0.2 


t -T 3 2 


0.5 


0.5 




0.8 



*)\>9>T<rV V- (1):MW=2,500 
<>1>9>T9<) v- h*y:*T- (2):MW=6,S00 

i#4->r^ 'j v- \ :mw=540 



[004 1] 

[#«*>*»»] *wj\<nwsmwmxmi. mwm 
\^hxi/mm^mki}>t>mmi^Tix'm 
mmwwr>y>\swmizm itzmfznm-Txift ? o 
x\ mttsmizmmM*?*?^*?* y^. 97 
vt^eo&^wmm^wm&zw&x'* 
h. 

[01 ] ttwnimmiz&tohmimwmmn 
±tm&mx'hh. 

[02 ] miitt*mmwffi)&*m»x&im 



1, 2lZMlUzf8MZ'<foi$&cr>7ri-i-v-h?h 

[03 1 0 1 iiz^±mmm&msim^xm,m 
1. 2iz*?m&fio%£(n>mm/wmz(r>is-7- 
yxi^tmx-hh. 

1 0 
1 1 
1 2 

13 w&#>'sw? 

14 *4o-yF 



(7) ^2 001-96573 (P2001-96 5JL 



15 w$#>m*r—$*)V7 

16 Aho-?-ty-fr 

17 mm^y^ 
is mmu-tyv 

2 0 JWffigS 
21 ^'Ja 
2 2 ><~V)V 

2 3 toff*-? 

2 4 MBS/US'*' 

2 5 *-y^ 
2 6 

2 7 ftt&my-#'^7 

3 0 fflfflSS 



3 1 
32 
33 
35 
38 
50 
5 1 
52 
53 
54 
55 
100 



tttamm 



[Ql] 



[02] 


























i tastes) 


I 










| samaras 













1 %gg]£A 1 



(8) 001-96573 (P2001-96 5JL 



[13] 



E 



0 kgf/cra' 



ansae »E«aA b»»**» 
f— 1 — ! |^|- L 




6*63 tt) 



<72)«8& Uj* «9J . 
<72)*»S *ffl 



<72>fwj* nr fiat 

ajnm^gi5Hi^/h$^oaji98o#t6 

<72>fW» >m »«B 

F*-A(##) 4F206 AD11 AG03 JA07 JB22 JB23 
JM11 JN12 JN33 JQ81 



